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ABSTRACT : PURPOSE: To prevent separation of resin and pigment in the composition of a coating 

agent and generation of color nonuniformity and a stria by pouring the coating agent to the 
boundary of both the internal surface of a forming mold and the molding of synthetic resin 
through a necessary pouring velocity pattern and multistage variable velocity. 

CONSTITUTION: The plasticized synthetic resin material is injected into a cavity 5 from an 
injection cylinder 6. An injector 1 1 actuates its shut off-pin 11 A and the pouring port 
thereof is opened in a stage wherein synthetic resin material has been properly cured in a 
mold. While an opening is formed between the inner wall of the cavity 5 and the surface 
for molding synthetic resin by the pouring pressure of the coating agent, the coating agent 
is filled in the opening. In the case, the coating agent is poured e.g. at, a pouring velocity 
of three stages by controlling the actuation velocity of a plunger-regulator 12A. The proper 
injection velocity is set according to the conditions of the size and the shape of the cavity. 
Thereby high-quality in-mold coating is realized. 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to the covering approach in a mold which covers the front 
face of synthetic-resin mold goods with coating within the die mainly on the occasion of shaping of 
compression molding of synthetic resin, injection molding, injection compression molding, etc. 
[0002] 

[Description of the Prior Art] Generally, the covering approach in a mold is widely used for shaping of 
thermosetting synthetic resin as a material. In case the glass fiber strengthening plastics which are called 
"SMC" to the shell plate (face panel), exterior parts, etc. and which make an unsaturated polyester resin 
a matrix are especially adopted in the high automobile industry of whenever [ to appearance quality / 
demand ], the above-mentioned covering approach in a mold is used for the purpose of upgrading and 
compaction of a painting process. 

[0003] As such a covering approach in a mold, although there is patent No. 1020816 "the method of 
fabricating compound polymer goods", after this approach separates one side of 1 ** and a die from the 
front face of synthetic-resin mold goods and gives a gap between a die front face and synthetic-resin 
mold goods, it pours in coating and is an approach of applying compacting pressure, again. In order to 
add processes, such as a process which gives a gap, and a process which applies compacting pressure 
again, a molding cycle is delayed by this approach as a whole. Moreover, if a die is opened in order to 
coat coating, the weld flash of the synthetic resin formed in the so-called share edge section around a 
mold will be damaged in the case of closing motion, and will become uncertain [ seal nature ], and the 
leakage of coating will occur. For this leakage, it becomes inadequate pouring [ of coating to the 
planned covering front face ] in, and generating of a defective is caused, moreover - such - an 
impregnation of coating sake - a die - 1 - by the approach of **(ing) and opening, it becomes 
impossible to adopt the structure of a slide or a secondary core, and constraint joins the design of mold 
goods. 

[0004] In order to solve these troubles, "substrate shaping and the covering approach" are already 
advocated by JP,4-33252,B. Moreover, as a coating injector of this approach, the "in mold process" by 
U.S. Morel is known, and the paint in a mold (in mold coating) is already carried out to synthetic-resin 
mold goods within that metal mold here at shaping of synthetic resin and coincidence. 
[0005] 

[Problem(s) to be Solved by the Invention] Although the fault which became a problem in the coating 
impregnation method of an above-mentioned ****** type improves by this approach, coating is the 
pressure of C, and is the shearing force committed to coating in this case since it is poured in and flows, 
making a clearance between a mold front face and a mold-goods front face, and faults, such as 
separation with the resin in a coating constituent and a pigment content, color nonuniformity, and a 
stripe, tend to produce it. It was checked that it is easy to produce especially this defect at a flow 
terminal. 
[0006] 
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[Objects of the Invention] in case this invention was made based on the above-mentioned situation and 
coats coating on the surface of mold goods within shaping of synthetic resin, simultaneously its metal 
mold on the occasion of synthetic-resin shaping of compression molding, injection molding, injection 
compression molding, etc., as it can avoid generating of the resin in the constituent of coating, 
separation of a pigment content, color nonuniformity, a stripe, etc., it tends to offer the covering 
approach in a mold of having enabled it to secure high quality. 
[0007] 

[Means for Solving the Problem] In order to cover coating with this invention on the front face of 
synthetic-resin mold goods paying attention to the point which has change in the condition of coating of 
a synthetic-resin mold-goods front face corresponding to the grouting velocity from the flow early stages 
of coating to termination At the time of proper hardening or solidification whose front face of the above- 
mentioned synthetic resin can bear its impregnation and fluid pressure to the above-mentioned coating 
after synthetic-resin shaping in the die for synthetic-resin shaping The above-mentioned coating is 
poured into the boundary of a die internal surface and the above-mentioned synthetic-resin mold goods, 
holding the above-mentioned die in the condition as it is. By the above-mentioned coating In the 
covering approach in a mold of having the process which covers the front face of the above-mentioned 
synthetic-resin mold goods, and the process which stiffens the above-mentioned coating, it is 
characterized by carrying out impregnation by the multistage variable speed by the necessary 
impregnation rate pattern at the impregnation process of coating. 
[0008] 

[Function] Coating is covered on a synthetic-resin mold-goods front face, holding the proper grouting 
velocity according to the configuration of a cavity, magnitude, etc. by this, in case it is filled up with 
coating after shaping of resin and in a mold. 
[0009] 

[Example] Hereafter, the configuration of the injection molding machine for enforcing the covering 
approach in a mold of this invention and its one example of the mold for shaping are concretely 
explained with reference to a drawing. In drawing, die pressing of the signs 1 and 2 was carried out the 
left and on the right of the making machine (they may be a top and the bottom), and they are members 
(press ram) and are equipped with the mold members 3 and 4 for shaping which counter mutually, 
respectively. In addition, in this example, die pressing is carried out, it is fixed and the member 1 has the 
composition that carry out die pressing and attitude actuation of the member 2 is carried out. And in the 
fitting part of both the mold members 3 and 4, it is injection-molding methods (or compression forming, 
an injection-compression-molding method, etc.), and the cavity 5 of a necessary configuration is formed, 
and the synthetic resin of melting or a softening condition is filled up with and hardened in this. When 
filled up with melting synthetic resin, melting synthetic resin can be injected into the above-mentioned 
cavity 5 through a nozzle 7 and spool 8 from the injection cylinder 6 which has a screw. In addition, a 
sign 9 is an ejector pin at the time of mold release among drawing. 

[0010] On the other hand, as an impregnation means of coating in the example shown in drawingj. , the 
injector 1 1 equipped with shutoff pin 1 1 A and the above-mentioned injector 1 1 are equipped with the 
feed pump 14 for supplying the coating measuring cylinder 12 which supplies coating of the specified 
quantity, and coating from the stores dept. 13 to the above-mentioned measuring cylinder 12. In 
addition, the above-mentioned measuring cylinder 12 is equipped with plunger regulator 12A for 
coating impregnation. 

[001 1] In addition, the working pressure which exceeds the pressure in the cavity 5 in front of 
impregnation in C is required, for example, the above-mentioned plunger regulator 12A is 500 kgf/cm2 
at this example. Driving with the working pressure of extent is desirable. 

[0012] A deer is carried out, on the occasion of shaping, die pressing is carried out first, a member 2 is 
operated, metal mold (mold members 3 and 4 for shaping) is closed, and clamping pressure is added. 
This clamping pressure opposes the injection pressure of a synthetic-resin ingredient. In this process, a 
feed pump 14 operates and coating of a complement is supplied to the measuring cylinder 12. At this 
time, the working pressure of plunger regulator 12A is canceled, and it is the working pressure of the 
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above-mentioned feed pump 14, and fills up with coating in the measuring cylinder 12. 
[0013] Subsequently, the plasticized synthetic-resin ingredient is injected in a cavity 5 via a nozzle 7 
from the injection cylinder 6. An injector 1 1 operates the shutoff pin 1 1 A, opens the inlet wide, and it 
makes the clearance fill up with coating in the phase where the above-mentioned synthetic-resin 
ingredient is proper within metal mold (to extent which bears impregnation of coating, and a fluid 
pressure) and which was hardened or solidified with the transfer pressure of coating, producing a 
clearance between the wall of a cavity 5, and a synthetic-resin mold-goods front face. Thus, covering to 
a mold-goods front face within a mold is attained. 

[0014] In this case, by this invention, coating is poured in with the grouting velocity of a three-stage as 
shown in drawing 2 by controlling the working speed of plunger regulator 12A by the suitable control 
system. This proper grouting velocity is conditions, such as magnitude of a cavity 5, and a 
configuration, and is set up. For example, when grouting velocity of initial-stage = is set to 1, as for 1.5 
to about 6, and the grouting velocity of culmination =, setting about to 0. 1 to one is desirable [ the 
grouting velocity of midcourse phase = ]. Moreover, if the gelation rate of coating, such as a coating, is 
taken into consideration, it is suitable [ less than 10 seconds ] for the whole impregnation time amount 
from the point of high quality maintenance of covering preferably less than 15 seconds. Moreover, a 
setup of the absolute value of coating grouting velocity is chosen with the pressure (press pressure) 
concerning the metal mold at the time of coating impregnation, the hardening degree of the mold goods 
itself, the quality of the material, etc. 

[0015] An example of the control hydraulic circuit which controls above-mentioned plunger regulator 
12A as a coating impregnation means and shutoff pin 1 1 A is shown in drawing 3 . Here, oil-pressure- 
control cylinder 1 IB of an injector 1 1 reaches 1st room 1 1 1 through a pressure control valve 17 and a 
solenoid valve 20, and the 2nd room of a hydraulic pump 16 is connected to 1 12. Moreover, through the 
pressure control valve 21 and the solenoid valve 24, oil hydraulic cylinder 12B of the above-mentioned 
regulator 12A reaches 1st room 121, and the 2nd room of the above-mentioned hydraulic pump 16 is 
connected to 122. 

[0016] Moreover, corresponding to the above-mentioned regulator 12 A, it has the position sensor 25 
which detects actuation of the plunger rod 12C, and the detecting signal of the above-mentioned position 
sensor 25 is supplied to a program controller 28 through amplifier 27. consequently, the amplifier 26 
from the above-mentioned program controller 28 - minding - electromagnetism - a control signal is 
sent to the float control valve 23, and control adjustment of the grouting velocity of coating to a cavity 5 
is carried out by this. 

[0017] In addition, the above-mentioned hydraulic circuit is equipped with the pressure control valve 29 
for adjusting the delivery pressure of the above-mentioned hydraulic pump 16. Moreover, as for signs 18 
and 22, a pressure gage and 19 are check valves among drawing. 

[0018] A deer is carried out, a hydraulic circuit is controlled by the command of the above-mentioned 
program controller 28 by drive control of the above-mentioned solenoid valves 20 and 24 and the list, 
and impregnation speed control of the multistage story of coating which is illustrated to drawin g_2 is 
made. 

[0019] Drawing 4 and drawing 5 show the embodiment for performing little coating impregnation to a 
cavity 5 in a high precision in the above-mentioned control system. Here, in an above-mentioned 
example, the measuring cylinder 12 was omitted, the position sensor 31 is directly equipped 
corresponding to an injector 1 1, and grouting velocity is controlled by information from this position 
sensor 3 1 . That is, after the plasticized synthetic-resin ingredient is injected in a cavity 5 via a nozzle 7 
from the injection cylinder 6, while an injector 1 1 operates the shutoff pin 1 1 A and opens the inlet in the 
phase where the above-mentioned synthetic-resin ingredient is proper within metal mold (to extent 
which bears impregnation of coating, and a fluid pressure) and which was hardened (or solidification), 
coating of an initial complement is accepted in the supply cylinder part 1 1C. And in the phase where 
having accepted coating of the specified quantity by the above-mentioned position sensor 31 was 
checked, hydraulic-pressure-supply control to oil-pressure-control cylinder 1 IB of an injector 1 1 is 
performed, shutoff pin 1 1 A is operated, and coating is turned and injected into a cavity 5. And that 
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clearance is made to fill up with coating with the transfer pressure at this time, producing a clearance 
between the wall of a cavity 5, and a synthetic-resin mold-goods front face. 

[0020] The important thing in each above-mentioned example is controlling the grouting velocity of 
coating on a multistage story, and this avoids generating of the resin in the constituent of coating, 
separation of a pigment content, color nonuniformity, a stripe, etc., and it serves as conditions which 
secure high quality. The following embodiments explain this point concretely. 
[0021] [Embodiment -1] (compression forming) 

With the metal mold which has a cavity for obtaining synthetic-resin mold goods of an ellipse 
configuration, such as a pan with die length of 450mm, a width of face [ of 300mm ], and a depth of 
40mm When carrying out covering in a mold to mold goods, set a punch 3 as 155 degrees C, and female 
mold 4 is set as 145 degrees C for the above-mentioned die temperature. First, the thermosetting glass 
fiber strengthening plastics (the so-called SMC) which make an unsaturated polyester resin a matrix 
were set in metal mold, and compacting pressure was fabricated on 80 kgf/cm2 and the conditions for 
cycle time 60 seconds. 

[0022] Subsequently, it is compacting pressure (pressure in a cavity) 20 kgf/cm2 It is 3 12cm (refer to 
Table 1 ) of coating in a mold which uses urethane AKURIETO oligomer and EPOSHIKI acrylate 
oligomer as a principal component after decompressing. It poured in. Impregnation speed control at this 
time is 3 3cm of the first stage. It is 3/sec 6.8cm, and a degree is 3 6cm further. It is 3/sec 13.6cm, and 
the remainder is 3 3cm. It is 3/sec 2.7cm, and carried out by dividing into a three-stage. At this time, the 
time amount which impregnation took is about 2 seconds. And they are 60 kgf/cm2 again after the 
completion of impregnation. It pressurized and held for 80 seconds. Thus, the result of having 
performed shaping and covering within the mold was good, and did not generate separation of a pigment 
content, color nonuniformity, a stripe, etc. 
[0023] 
[Table 1] 



Incidentally, on the same conditions as the above-mentioned embodiment, when only grouting velocity 
of coating was set to 3/sec 13.6cm in all impregnation processes (example of a comparison), separation 
of a pigment content, color nonuniformity, a stripe, etc. were accepted in the front face of the enveloping 
. layer of the fabricated synthetic-resin mold goods. This is because the shearing force committed to 
coating influenced across the limitation that separation of a pigment content takes place, on the occasion 
of impregnation of coating (setting to a culmination especially), as already experienced by this invention 
person. 

[0024] [Embodiment -2] (compression forming) 

When covering in a mold to mold goods was carried out with the metal mold which has a cavity for 
obtaining the synthetic-resin mold goods of a monotonous configuration with a die length [ of 
1,000mm ], and a width of face of 1,400mm, the punch 3 was set as 150 degrees C, female mold 4 was 
set as 140 degrees C for the above-mentioned die temperature, first, the thermosetting glass fiber 
strengthening plastics (the so-called SMC) which make an unsaturated polyester resin a matrix were set 
in metal mold, and compacting pressure was fabricated on 100 kgf/cm2 and the conditions for cycle 
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time 60 seconds. 

[0025] Subsequently, it is compacting pressure (pressure in a cavity) 10 kgf/cm2 The coating A in a 
mold (refer to Table 2) which uses urethane acrylate oligomer and EPOSHIKI acrylate oligomer as a 
principal component after decompressing is received in the measuring cylinder 12 (377cm3 measuring is 
possible), and it is 3 210cm. It measured. The measuring stroke of the measuring cylinder 12 at this time 
is 85mm. And impregnation speed control to a cavity 5 was 8 mm/sec, further, it is 20 mm/sec, is 4 
mm/sec about the remaining measuring stroke, divided the following measuring stroke 73mm into the 
three-stage, and performed measuring stroke 12mm of the first stage. At this time, the time amount 
which impregnation took is about 7.6 seconds. And they are 60 kgf/cm2 again after the completion of 
impregnation. It pressurized, and it held for 80 seconds and hardened (or solidification), thus, the result 
of having performed shaping and covering within the mold was good, and did not generate separation of 
a pigment content, color nonuniformity, a stripe, etc. 
[0026] 
[Table 2] 
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[Embodiment -3] (injection-molding method) 

With the metal mold which has a cavity for obtaining the synthetic-resin mold goods of a pen tray 
configuration with a die length [ of 200mm ], and a width of face of 100mm When carrying out covering 
in a mold to mold goods, set the mold member 3 as 130 degrees C, and the mold member 4 is set as 135 
degrees C for the above-mentioned die temperature. First, it was filled up in the injection cylinder 6, and 
it injected, having covered it for about 4 seconds in the metal mold by which carried out heating fusion 
and it was mold clamp carried out to 250-280 degrees C by the mold clamp pressure of 300t, and cooled 
for 20 seconds. 

[0027] Subsequently, the coating B in a mold (refer to Table 2) which uses urethane AKURIETO 
oligomer and EPOSHIKI acrylate oligomer as a principal component after decompressing a mold clamp 
pressure to 5t is received in the measuring cylinder 12 (20cm3 measuring is possible), and it is 3 5cm. It 
measured. The measuring stroke of the measuring cylinder 12 at this time is 37mm. And impregnation 
speed control to a cavity 5 was 5 mm/sec, it is 10 mm/sec, is 3 mm/sec about the remaining measuring 
stroke, divided the following measuring stroke 30mm into the three-stage, and performed initial 
measuring stroke 10mm. At this time, the time amount which impregnation took is about 6.3 seconds. 
And after the completion of impregnation, lOt was pressurized again, and it held for 60 seconds and 
hardened. Thus, the result of having performed shaping and covering within the mold was good, and did 
not generate separation of a pigment content, color nonuniformity, a stripe, etc. 

[0028] In addition, in this invention, the control of the grouting velocity divided into multistage of being 
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suitably set up corresponding to conditions, such as magnitude of a cavity and a configuration, is natural 

so that I may be understood also in each above-mentioned embodiment. 

[0029] 

[Effect of the Invention] In order to have came to have explained this invention in full detail above and 
to cover coating on the front face of synthetic-resin mold goods At the time of proper hardening or 
solidification whose front face of the above-mentioned synthetic resin can bear its impregnation and 
fluid pressure to the above-mentioned coating after synthetic-resin shaping in the die for synthetic-resin 
shaping The above-mentioned coating is poured into the boundary of a die internal surface and the 
above-mentioned synthetic-resin mold goods, holding the above-mentioned die in the condition as it is. 
By the above-mentioned coating In the covering approach in a mold of having the process which covers 
the front face of the above-mentioned synthetic-resin mold goods, and the process which stiffens the 
above-mentioned coating at the impregnation process of coating Since impregnation by the multistage 
variable speed is carried out by the necessary impregnation rate pattern Holding the proper grouting 
velocity according to the configuration of a cavity, magnitude, etc., in case it is filled up with coating 
after shaping of resin and in a mold Covering in a mold can be realized under high quality, without 
[ without it can cover coating on a synthetic-resin mold-goods front face and a molding cycle is delayed, 
and ] imposing the constraint on a design on the structure of a die etc. 



[Translation done.] 




(19)B*Bttffj? (JP) 02) & |fj Jj^ §^ £ ^ (A) (ll)»fmH£BI#^ 

#W¥6 -328504 

(43)&IBB ¥»£6¥(1994)1U329B 



(51) Inta B 




F I 




B2 9C 45/14 


8823-4F 






4o/lo 


V3CX A T? 






// rS Z y Jv lUb. Ub 
















(21){HKS# 


ftH¥5- 145359 


(71)tHISA 


000003322 








*B*&»«e££*t 


(22)fflfSB 


¥«5^(1993) 5 ^26B 




*B^ETf3jifcftKffi;fL&6TB 1S124 








»# IS 






















(72)58K# 


m mm 






















(74)ftSA 





(54) HM®«ft] SftSflttfife 
(57) [gift] 

Wfli^Jglc^LT, *jMMNt>JftftJ:Nl*K, to^l 
SEA. - SBWE*tB*.»«ajES!{b*fcl±Hft:o^jflC 

sal, ±e»ww-e, ±&%fmmim&(owm*®. 




-l- 



«3!f*9£E t JbCMHMM eMUCKDI 
•SrifcAU ±BttntTC. ±f2£ft£8tJiifi£^D D a©SE* 

©TOMfc J: 5 a-AfcHlfc-f 5 r fc fc^fc i i-fifflrt 

[»W 

[0 0 0 1] 

[S*±©f(Ui!#lH ±tU. £fi£8JIg© 

£jftMMRj&*A©*S*. *oj««airt-C«WBfcJ:9 
[0 0 0 2] 

[&*©&«?] -ftjc, aenMEWfctt, jwrtLT, 

Hi. *©*« («-g/^;v) . fUm&iMK.* Tsm 

£ttc*HKJ§£ivO'S. 
[0 0 0 3] £0±5ftfflrt«Kr*iLTMt. #I*S& 
1 0 2 0 8 1 rm-g-fi-g-^ato^fej 

r©#)Sfcli, -fi, Jft»&©-*«:£j&ttj8j»*& 

K*+y^Sr#*fc*. WMflfcttAU Kg, fi£^E 
^Sr*Dx.S*ffi-e*>5„ C ©#&-?(*, 

sfc©&. ±frtur, dWf-'f^/i^sci-fi. 4 

t, S©J1H©> 0Tffl, i^r^y^lflK^fiSStWt-g- 
jJHIMB©*!)**, MM©Hiiatt«L ->-/H4d*^?tll 

«sai©ai*v*»&i-a. ^©itix©*:©, * 

*A*©»4*:«<. *fc> r©J:3fc, ttSM©&A 

fcrt^*3TO«3IHirtllffli-Sifc*!-e**<i5t9» fig 

[0 0 0 4] C;ftk©fS8g££»fti-3fc©lc, gEfc:, 
#&¥4-3 3 2 5 2#&$BlCtt, rt^hu-h* 



y*-^K-yot^j As*ne>iirj3!), rem £ 
*»»©*» tm*fc, *©&Srt-?> MWilOM 

[0 0 0 5] 

[JIW^*StLJ:5fc-r5SIS] £©#JSTCH:» ±jzE© 
fi*ffii©IBK:*lllfcfl59 4#fciSAS*V SMW5© 

■c, r<HRK:inmic«<inifA-c, agHHuraft*© 

»v\ tic, £0*MMaOUI*?£C*v*£fc#MI 

[0 0 0 6] 

[3ll>!©@tt] *38Mtt±E*flJ»-Sv^-c*$Hfc , t>© 
■C, Ett&g, MUM*. Jttt]EIMW*£<!>4jft*UII 
fiftglCRSLT. *J*ttJB©j&g&mi»lC. *©&Iirt 

■C, fifc^.S©3cBK«£#J£=-7V>':5'-f*B8, ttB 

»©»***©»«&»&»©»•, ft*?, 

J: 5 ic LfcSf*9«S*&SrJI»b J: 5 fc-J-fi *>©?& 
[0 0 0 7] 

[SMSr«ft1-5/c*©¥&] &«#J©SE 
■WlBB*»6l*T*-e«>8EWMEfc»*Ur. £fi£8frJiMfi£ 
»p°pSE©«Sffl©«1ilcS{bi5fe5^lcif S U -g-fiX 

jfc»©fc»©**Srtte, #&ttttJft$ft. ±K£#» 
Jl©*ffi#, JtlBtfcWHfc#l/t, *©fiEA"«ttbffia 

*©**©««te»»utt*fe, fig^a^SBtJifa^ 

fig«^fig^p D ai:©*#»c±SffiS?riJSrttAL, ±CftfcB 

v^r, tts«©aAxm-c, Bf»©ttAa*/<#-v 

[0 0 0 8] 

E£Aa««Tffiy*Ue#&, «S^JSr^fiS»SifiS^faS 
B»caS1-5©-C*5. 
[0 0 0 9] 

©It mfig^a ©ffifi£*5 J: t ©fiK?gffl ffl©- *! * , 
ffim<n&-£ U-T-etJ:^) ©M 
■f5ftK»fflS!SiJ«3*5J:tJ!4«r{i^-Cv^5> 0 4fc\ r© 



-2- 



«il»ff**t6«rt^fto-CV^6. -t Lt\ P«&tttt3 
*a*-ra»3\ JiE***^ 5fctt, **y^-£ 
[0010] h i K*1-*»«^©«BSI<0ttA 

LTtt, *>ty h-*7-^l 1 A£«lx.fc>f 

^x^n, ±e>< >^ * * 1 1 (cff^ao^s 
zzvRim 1 3 *»b±B«*i/y 1 2 

ivj^i 2lctt#B#J&Affi<0^5>'^*-- 

u— * 1 2 A#«X.&*LTl>5. 
[0 0 1 lj 4fc\ ±B^?^5>-r-- 
2AI1 SEAEflr©** fcTf^ 5rt©JBE**RT49jB*. 

00kgf/cm 2 g^(Df^®jEE^T?|gitl^tT,S r. fc 

[0 0 12] Lj5>LT, riWicBIL-Ctt, jfe-f* fflf L 
SW2£ibf£LT, UHfHaW3»J;ff4) & 

^1 4cD^i)jE^-c x 2ft\ammi& 
[0013] *^-e, attth>y ^6*»e>, ^ft^ti 

• fc^l 1A»U ^<DftAn£Bf§lfcLT, MEWM 

ail«r****S 0 roiplcLT, **fi*BJc»1- 
[0014] -fy^S*- • u 

*^u-*i 2A^»^a**aa««y»*-e*y»'r<5 

rile J: 9* H2^*-f-J:5*3aB^aAJS 
flE-CftaaSwttAtfTftSo-CfcS. r<oigjE&A>tg 
tt % ^tr^-r 5 »tt4if<D*ft-c, 
ix5. 4BfflaHr = oaA»«Srl tLfc»& 

4>iw8»=©a\a*tti. 5-ema> s**apg 



= <D£A&£te0. l-lfiKlcKet5©#ff*L 

£\ #IC44f-C»«£Jxa. 
[ 0 0 l 5 ] El 3 lett, &B#JaA^a<b LT<D, ±E 
7*7 — • ^=¥^ * 1 2 AtiXXfis* y h • 
7 • f>l 1 ASr«iai-r5IW»»flElEll8©-ffilJ6 s ^$*t 

7ioctu^y uy>r osr^u-or i 

i y^i i B^nti i i*5i^m2 

£1 1 2\cmmZtlX^Z> a *fc, JhEttBEtf^l 6 
WdEABfflE/Vi/^2 1 tit 
L"C\ ±&ls*r*l'-? I 2 A(D»JEi/U V^l 2 BCD 

»iii2 ijbwi2^i 2 2(c^$nrv>ao 

[0 0 16] ^^c, J:El/*aU-? 1 2AlC»iSL 
^0^7 y^-Y- • n y K 1 2 COij^^^W-TS 

tt«-fe^2 5*«*.fehr«9, ±Bfi:g-fe>'f-2 5 

^^117^/2 y^U/n^A • hn 

yhn-728^bft 7^2 6^UII7P- 
h . =i v h p-;w^^ 2 3 lcMmtt#Se»ii, 

[0 0 17] ftfe, ±E»EIaIB(J:tt, iEttE*^^ 

i 6<07 5 y^!;EE*s:ssE"r5fcfe^ffi*ras^/^2 

9*«iS*fCV^8. *fc, H*, «F#18*iJ:tf2 2 
[0 0 18] LA»LT, ±EV u/>f K/<^2 0*5^ 

[0 0 19] H4*$J;r^H5tt, ±ES!)»S(C*5^T, 

mmt&^Xs iHii/yy^i2«r**u ass. ^ 
»^itaj^^fc^> ±E^*#B«f*^&a!rt-flijE4 

y h • *V • trvi 1 A$rSbf^L, *©aAPS:8B«rr 
5 1 *<ottl&^ y v^gp i i c ic^CfiolftBAI 

^11 OttBEHfPi/ y v y 1 1 B^(DfffilEtt*&SJ®i?r 
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[0 0 2 0] ±»©#jHS«I^V>TfiS4^ttt, S 

[0 0 2 1 ] [*MMt- 1 ] ffi«j£7£*fc) 
g^SOmm, (S3 0 0mm, i^4 0mmM/j:^ 

^Ic, 1E«S^1I3«: 1 5 St:, TB4 1 4 



(frlW, SMC) fc&fflrtlc-fey hU ^E*«r80 
kgf/cm 2 , «K6 0^ttf«lt 

[0 0 2 2] ft^T, f&J&Btl (^-r^T^ ftcoEfr) 
£20kgf/cm 2 fcSJELfcfg, ?W*yX* !J jc 

±*»ti-5ffirt«B*l (*l#H) 12cm 3 ££A 
Lfc 0 - 0«FOftA**iB«ltttU»lO 3 c m 3 £ 6 . 8 
c m 3 / s e c -0, JEtC. 6 c m 3 £ 1 3 . 6 cm 
3 /sec*C, §^3cm 3 $:2. 7cm 3 / sec 
T\ 3®|g«mTfTfcofc 0 wCDB$, &AlcgL/cf$ 
Kltt»2are*>S 0 ^LT, &A5T7&, SS60kg 
f/cm 2 iOMEU 8 0m CM*L^i. 

[0 0 2 3] 
[SI] 



yV9>79VV-Y**)3v- (MW= 


2, 5 0 0) 


1 6. 


5) 
0 




54 0) 


1 6. 


0 






2 2. 


0 






0. 


3 






4 5. 


0 






0. 


1 






1. 


5 



*S\ ±ftA»6"<N 13. 6 c m 3 / s e c £ Lfc 

lc, *tt*js>ttA<DBfc *l»BBic*5V^r) , 

tt«llc«<)IK**s« BW»©»B^fi^SH#«rB 
TLX, KBLfcfc«)-C*)So 
[0 0 2 4] [»WM»--2] 
ftSl, 0 0 0mm, il, 4 0 0mm^ 

mg£±M3£l SOt, Tl4S:14 0tl:R3lL 

SMW7^Wft/7^f>^^ GJrB, SM 
C) Sr^SirtlC-by hU OOkgf/c 

[0 0 2 5] &v>T\ f&j£JE# (^^-frt^flE*) 



3 ft 



9^9^79 l? u 

^#fcr*Brt*B»lA (&2#tt) *Wr*i/9># 
1 2 (3 7 7 cm 3 fHt"5TfB) 210cm 

tt8 5mm-efc5. * LT , -f 5 ^£>&AjI& 

»J»W\ $»<0ff-§* 2mmHmm/s e 

c"C, JEK, ftOffi^ F n-^ 7 3 mm$: 2 0 mm/ 
s e c"C % ^Oftl;* Fn-^4mm/s ect 

»7. 6 *LT, &A5£T&, S«60kg 

f/cm 2 fcftlJEU 8 0m «»U «<k (fc£V> 
ttHft) bfc. r<D£?(;iLT, A»«J:mkBt:aM 

[0 0 2 6] 
[£2] 
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Ol'ir>79Vl'-h*V3'*- MW=6, 50 0 
^HWJ^btUiV- MW=2, 500 
X^+T^'JP- h^U^V- MW=5 4 0 

U t/^/t-^v^>l/x- h 



[iilS-3] (ItEWSJ 

1^2 00 mm, tg 1 0 0 mmO, ^^JUg^(D^«J 

S!ffi«3*rl 3 0t:, S«»4Srl 3 5 < t^£LT, 
2 5 0-28 0 tJfcttftfSR U 3 0 0 h ><DmM#)I£ 

x?Mtt6&£tiiz&mft\zi&4m>vxktmi>. 20^ 

Nk ftSPLfc. 

[0 0 2 7] S«»BE**5 hyi:»Etfc 

#m) >y 12 (20 cm 3 nm*m i-s 

It, 5 cm 3 SrttiLfc. r©fif©ttl^y ^1 2© 

5mm/ s e c"C, R^ffS* Fp-^ 3 0 mm 4: 1 0 
mm/sec"C, ^ 19 OffS* h n — £ £• 3 mm/ s e 

RfflHttKie. 3g>-Cfc£o fiEA^TSL Stf 1 

oh^icinELr, 6om {fcftu a^ufc. 
[0028] JtE*S6ifi««-eta»s*t5i5 

[0 0 2 9] 



27. 0 



1 5. 

2 6. 
1. 
8. 
0. 

2 0. 
0. 
0. 
1. 



B 



1 0. 

2 0. 
24. 



4 5. 0 



0. 
0. 
2. 



^ABBA^A i t^#K±f£«g#J££A U ±E& 

-C, ^ftOprBatt^i-saASrBBi-SO'C. 8tJ3§<0 
fe, *aHS*^ri&»B^fi*ffl^*B1-5rtaS"C 

[HBoB¥«RB] 

[Hi] »B©3»4rl»1-8fc«)©*»Bfflo-* 
BB*r»iUe*«lftBBB"C*S« 
[12] ±BS»«ToB^ftAa««»tr»r^?' 

[13] ±BttB^&A3iftffiffi<0ttfiEffl«P[BlB«r^r 

[04] *BBO9J(0jSEB««r*-r^a-C*>a. 
[B5]|RD<, «SS3aA«tt0^ffi«r^-r«S:llt? 



1, 2 

3, 4 

5 

6 

7 

8 

9 

1 1 

1 2 

1 2 A 

1 3 

1 4 

1 6 



urn* 
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17, 21, 29 EE^S/^y 
2 0, 2 4 yi//>{ Y*Asf 



[Bl] 



2 3 ©7p- • V ho-/WW 

2 5 



[132] 
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